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Abstract. This study aims to extract the stationary features from a non-stationary data using 
continuous wavelet transform. For this purpose a Hall effect sensor is used to obtain current 
measurements during the welding operation. A welding process includes several stages referred 
to as the initial case, transient case and operation case. In this manner, some frequency 
components can be determined for these cases thereby defining behavior of a particular welding 
machine. Regarding to the wavelet analysis results, fundamental frequency at 50 Hz is 
determined to be a dominant characteristic for the considered application. Moreover, side band 
effects are observed around the fundamental frequency. A sinusoidal waveform of 50 Hz is 
localized with huge amplitude values in very short time of the time-scale plane and this 
duration is required during the welding operation in terms of contact between the electrode and 
material surface. 
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1. Introduction  
 
An electric arc formed by a welding power source can be considered as a transformation of 
electrical energy to heat energy, which is required during the arc welding. The arc welding 
involves low-voltage, high-current arcs between the electrode and material as a work-piece [1]. 
Some important applications of the electric arcs in which it is desirable to know the arc 
parameters accurately are in arc welding, plasma torches, switchgear, and arc furnaces [2, 3]. 
All electric welding machines perform the same function regardless of their size: they melt 
pieces of metal in order to mechanically bond them together [4-7]. They generate a low voltage 
AC at high amperage. The voltage range is between 24 and 50 volts AC while the current value 
changes from 20 amperes to as high as 500 amperes. Effect of the high current appears by blue 
arc in welding. This arc at high temperature heats up the metal and then it melts a puddle of 
molten metal.  
The most common welder used in industrial is the arc welder. This type of electric machine 
uses a stick electrode to conduct the electricity to sample material and hence it melts at the 
same time to fill in the gaps. A wire feed machine uses a roll of wire and the wire feeds into the 
blue arc and fills in the gap between the two pieces of metal. A Tungsten Inert Gas (TIG) 
machine or welder uses a tungsten tip which creates the high temperature needed in the welding 
process. Along with the arc, an inert gas such as argon is fed into the TIG welding puddle of 
metal to remove any impurities that come from the surrounding environment [6, 8].  
In recent years, a great deal of the research on spectra of welding plasma has been 
undertaken considering the acquisition of spectrum signal and practical applications in 
monitoring the welding quality [8-10]. Also, signal properties of the laser-based welding 
system have been studied in the spectral domain [8, 11] as well as neural network application 
[11]. Other applications of the spectral analysis for the welding processes have been focused on 
detection and feature extraction techniques as indicated in the references [8, 13-17]. Whereas, 
one of the most powerful data analyzing techniques is wavelet transform and its applications to 
welding processes can be interpreted as an open problem in terms of the related literature.  
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Hence, as an alternative approach presented in this study, time-scale properties of the 
current signal of an electric arc welding machine are examined under the continuous wavelet 
transform and a stationary signal part at 50 Hz is extracted from the non-stationary welding 
current to determine the welding duration. 
 
2. Mathematical methods 
 
In terms of the mathematical tools, two different approaches are considered under this title. 
The first one is wavelet transform, which is suitable for the non-stationary signals and the 
second one is also power spectrum approach that can be used for stationary signals. 
 
2. 1. Wavelet transform 
 
The use of wavelet transform is particularly appropriate since it gives information about the 
signal both in frequency and time domains. Let f(x) be the signal, the continuous wavelet 
transform of f(x) is then defined as:  
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and it provides the admissibility condition as below: 
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Here   stands for the Fourier transform of . The admissibility condition implies 
that the Fourier transform of   vanishes at the zero frequency. Therefore  is called as a 
wave or the mother wavelet and it have two characteristic parameters, namely, dilation (a) and 
translation (b), which vary continuously. The translation parameter, “b”, controls the position 
of the wavelet in time. A “narrow” wavelet can access high-frequency information, while a 
more dilated wavelet can access low-frequency information. This means that the parameter “a” 
varies with different frequency. The parameters “a” and “b” take discrete values, 0a a=
j
, 
0 0
jb nb a= , where n, j ∈ Z, a0 > 1, and b0 > 0. The discrete wavelet transformation (DWT) is 
defined as [18-20]: 
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2. 2. Auto-power spectral density  
 
A common approach for extracting the information about the frequency features of a 
random signal is to transform the signal to the frequency domain by computing the Discrete 
Fourier Transform (DFT). For a block of data of length N samples, the transform at frequency 
m∆f is given by: 
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where ∆f is the frequency resolution and ∆t is the data-sampling interval. The auto-power 
spectral density (APSD) or Power Spectral Density (PSD) of x(t) is estimated as: 
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The cross-power spectral density (CPSD) between x(t) and y(t) is similarly estimated. The 
statistical accuracy of the estimate in Equation (3) increases as the number of data points or the 
number of blocks of data increases. 
 
3. Measurement system and data acquisition 
 
In this study, the measurement of the primer current drawn by the welder is realized by the 
help of a linear Hall effect sensor. Sensor should be placed at an air gap which is formed over 
the coil in order to detect the current. Primer coil may be composed of multiple turns as well as 
it can be used as only one winding (conductive element carrying the current directly passes 
through coil) as presented in Fig. 1. Due to Hall effect the magnetic flux generated by primer 
current in toroid produces voltage proportional to the flux density at the ends of the sensor [8, 
22-24].  
 
Fig. 1. Current measurement with Hall effect sensor [12] 
 
For this application, the linear Hall effect sensor of A3516 Allegro Company is used. 
A3516 has a sensitivity of 42.5 10×  mV/T (2.5 mV/G). Operational voltage interval of the 
sensor is between 4.5 V and 5.5 V while its nominal operational voltage is 5 V. Operational 
magnetic flux density interval of the sensor is ± 80 mT (± 800 G) and it can operate at 
temperatures between -40 0C and +150 0C [8, 24, 27].  
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In order to get the data acquisition, Hall effect sensor type current transformer is connected 
to the primary side of the welding machine. This sensor output is directed to the computer 
system through the PCI hardware, which is multifunction type of Advantech 1716L, with 
sampling rate of 0.005 sec., and then the collected data is analyzed by MATLAB program. For 
this purpose, considered measurement and data collection system is shown in Fig. 2. 
 
Fig. 2. Measurement system for welding 
 
Hence, the data to be used in this study is collected during the welding process of two steel 
work-pieces by an electrical arc welding machine (model ESAB-LHE 260). In this study, the 
welding process is applied to ST37 steel by “rutile” basis electrode using Metal Active Gas 
(MAG) method. Some specific properties of this welder are listed as below: 
• Frequency: 50/60 Hz. 
• Number of phases: 3~ AC. 
• Primer: 100 VA, Voltage: 440 V-220 V-240 V.  
• Primer current: 17/29 A. 
• Secondary: 55 V (DC), 100 %: 200 A – 35 %: 315 A. 
 
4. Feature extraction and current signature analysis based on wavelet transform 
 
Current variation, which is provided from the measurement system, is shown in Fig. 3. 
There are three regions of the current variation. The first part is related to the initial case, before 
the operation. The second one is the transient case and the third one is due to the operation case 
of the welding. In this manner the following figure shows the overall current variation in time 
domain. 
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Fig. 3. Overall current variation of the welder (1 pu = 144.75 A) 
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The overall current variation of the welder in Fig. 3 represents a non-stationary signal. 
Therefore, one of the suitable mathematical tools to analyze this signal is the wavelet transform 
as well as short-time Fourier transform.  For this reason, if the Continuous Wavelet Transform 
(CWT), which is defined as given in Equation 1, is applied to this measurement, its time-scale-
amplitude variation can be presented by Fig. 4. 
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Fig. 4. CWT welding current (time = b × 0.005 s) 
 
As seen in Fig. 4 the computation of the CWT coefficients is realized for scales between 1 
and 10. Here the scale parameter is proportional with the reciprocal of the frequency. 
Therefore, each scale can be interpreted as the frequency value, so the lowest scales are related 
to the high frequencies while the largest ones are due to the low frequencies. As a result, the 
scale 10 is proportional with the half of the sampling frequency, namely 100 Hz. However this 
three dimensional figure can be reduced to two dimensional plane and then, it can be 
represented as time-scale plane (Fig. 5). 
 
 
Fig. 5. Time-scale representation of the CWT (time = b × 0.005 s) 
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Fig. 5 indicates similar properties, which are observed in Fig. 4. However, the time and 
scale properties are clearer than the previous one. In this manner, huge amplitudes are localized 
between the scales 1 and 5 in time interval defined between 1.8 and 5 seconds (for b = 360 and 
1000 in Figure 5). This region covers the operation region of the current signal as indicated in 
Fig. 1. However, this region still reflects the non-stationary signal characteristics. In order to 
extract the stationary region of the signal, if more localized region defined at around scale 3 and 
between 3.2 and 3.7 seconds (for b = 640 and 740 in Fig. 5) is considered, this time-scale part 
can be represented as a stationary signal as shown in Fig. 6(a) as well as its PSD given in     
Fig. 6(b).  
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Fig. 6. Sinusoidal waveform as a feature extracted from the welter current: 
a) Stationary signal in time domain, b) PSD of the stationary signal 
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Hence, the extracted feature from the non-stationary current signal of the welding machine 
is defined as a sinusoidal waveform of 50 Hz. Here duration of this feature can be interpreted 
as welding period.  
 
5. Concluding remarks 
 
In this study, current signals of an electrical welding machine are taken through the 
measurement system based on Hall effect sensor. Here, the sampling frequency is 200 Hz 
(sampling time is 0.005 s). In terms of the mathematical methods, Continuous Wavelet 
Transform (CWT) and Power Spectral Density (PSD) approaches are applied. Results of the 
analysis may be summarized as follows: 
• A sinusoidal waveform at fundamental frequency of 50 Hz is strongly localized between 3.2 
(b = 640) and 3.7 (b = 740) seconds.  
• The side bands of the fundamental frequency can be shown by the scale 2 and 4 appearing 
at around scale 3 and they appear along the overall time. 
• Transient case contains all frequency band between the 0-100 Hz after the 1.6 sec. (b = 320 
in Fig. 5). 
Consequently, the sinusoidal component of the welding current is localized at 50 Hz within 
very short time (0.5 second) can be interpreted as stationary signal characteristic of the welding 
current signal and hence it denotes the welding period with perfect contact between the welding 
electrode and material surface. In this sense, this research is an original study in terms of the 
application area of the welding, considering the wavelet transform technique, the Hall sensor-
based data acquisition system and the extraction of the stationary signal characteristics. 
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